*a78nn* F I m " 


Accept - *Nonnnantan* | Setup Start *NQG1* 


E: 


| Revision ID: š 


Пет Мате: Aft Tube Assembly Stop ж N с 2 х 
Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
! — Required Date: 8/31/12 Req'd Qty: 1.00 ` *4* Customer: 
P .- * Reference: n f `. 
WAT. қағазын = 2 τε I Run Start x * 
| Approvals: Process Plan: M-J Date: 12/ 063 [2¥ roms: ____ Date: REA N R 1 
| | Sto 
qc: - Пай: ^ SPC (YIN): Date: | P x NR2* 
Sequence ID/ - Operation ΠΝ Set Up... ToolID — Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run ной» Code Qty Qty Number Stamp 
i Draw Nbr Revision Nbr | l 
soy s: MY 52. S 52 1 
: D3391 l | f 
100 | 0.00 | I ο στ 7 


MORI SEIKI CNC LATHE LARGE : š 
*4 ΩΩ ος | / к d 


Mori Seiki Memo 0.00 


; Mori Seiki CNC Lathe Large . Tum as per Folio FAS99 Rev: б Dwg D3391 Rev: f} 2m 


ОС2- Inspect parts off machine ҒА/ҒАІВ 0.00 


: Memo A 0.00 - "s PET or 


120 ` | 0.00 


*450* HAAS CNC VERTICAL MACHINING 41 τως О СУУ. А q 
" HAAS 1 А Мето 0. 00 ` [i Se e ұз, АЛД 
HAAS CNC vertical machine #1 1-Machine as per Folio FA 599 Af & Dwg D3391 Rev: Í 


2-Deburr 


ΡΟΑ: Date: 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE | 


QA Closed: Date: | WW; 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Qüality 

Rec/Store/Packaging Other 
Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date verification QC. spector 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Crosstube 
Small Fab 
Finishing 
Composite 


Part No. 


NCR No. 


Unapproved 


. Landing Gear 


ë Bending 


Е Centre Not Concentric to 0/5 


Bg Cracks 


mu Crushed/Crimped. 

Ш Cuffs 

m Heat Treat ` 

Е Inspection Strip іп Tube 

| Ripples іп Bend { 
Torque Waves in Extrusion 
ШЕ Turning Sequence 

κ Wave/Twist іп Tube 


H: ОКМ, Аѕѕигапсе\арргоуеа QA/NCRWO Rev С 


General 


IN Bend 


| |BOM/Route 

Β Broken/Damaged 
Е Burrs 

ш Contamination 

| Countersink 


| m Cut Too Short 


и Drill Holes 
E Drawing 
m Finish 

Е Folio 


FAULT CATEGORY 


Е Grain 

m Hardware 

m Inspection Incomplete 

Е Instructions Incomplete/Unclear 
Ш Maintenance 

Ш Mislabeled 


| Misread 
Ш Offset 


m Out of Calibration 
Е Out of Sequence 
| [Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


уме 


Pressure/Forced 


Temperature/Cure 


Weld 


Wrong Stock Pulled _ |' | 


| Other 


М [d 


pn 


БУ Өгдег ID 87600. 


ШЕ? ον — ο... BEEN l G 
; ` p3391-015 | Accept *NonnnaAnt ΩΩ” Suun Sun “МІС * 


(tem Name: Aft Tube Assembly Stop κ N Q 2 ж 
Start Date: 7/10/12 Start Qty: 1.00 жын Ба Cust Нет ID: 
. Required Date: 8/31/12 Req'd Qty: 1.00 *4 ж Customer: 
“ Reference: 
| j š Run Start д * 
Approvals: Process Plan: . Date: -;.. Tooling: . Date: | N Р 1 
Sto 
QC: Date: SPC (Y/N): Date: P x N R 2* 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 QC2- Inspect parts off machine FAI/FAIB 0.00 » 
*120* να. v 4 
Ως Мето 0.00 
Quality Control 


QC8- Inspect parts - second check 0.00 DAS 
| 1 7 / 
f | 424 IR ONE ر‎ z. (C 
Memo 0.00 m 
0.00 
: Skidtubes 
= *4R* | А — 
. Skidtubes - | : Memo 0.00 : Б 
` Skidtubes : ]-Drill ( PILOT HOLE) aft cap holes per Dwg D3391 using 078803 -- Pz 
“2 Ja 2 r. 


DQA: Date: | 


NCR: Yes / Мо WORK ORDER МОМ-СОМЕОВМАКСЕ / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Ы Scrap Machining Small Fab Prod. Eng. Coor. . Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT CATEGORY 
Landing Gear General = i ` 
[i] Bending E Bend αι Grain Ovalized Pressure/Forced 
an Centre Not Concentric to O/S au BOM/Route KW Hardware Over/Under tolerance Temperature/Cure 
ш Cracks Ш Broken/Damaged m Inspection Incomplete Part Incorrect Weld | 
Ш Crushed/Crimped. = Burrs Ш Instructions Incomplete/Unciear Part Lost/Missing Wrong Stock Pulled 
| cuffs ^ | |Contamination | [Maintenance Part Moved 
lš Heat Treat m Countersink m Mislabeled Positioned Wrong 
Ш Inspection Strip іп Tube Ж Cut Too Short | ІН Misread Power Loss/Surge Е Other 
E Ripples in Bend α Drill Holes | | jOffset 
a Torque Waves in Extrusion Е Drawing m Out of Calibration 
Nn Turning Sequence B Finish m Out of Sequence 
Φα Wave/Twist іп Tube | m Folio Е Outside Dimensions 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


шу-23212 10:52:57 АМ 


‘Order ID 87600 


*a76nn* 


Page 3 


D3391-015 


Accept | 


пала 100: Setup. Start “Мем 


tem ID: ж DE 
* * A kf. 
Revision ID: N 90 ыш. ο 
Item Name: Ай Tube Assembly Stop X N с 2 ж. 
Start Date: 7/10/12 Start Qty: 1.00 сы Бы Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 
i x Run Stirt x * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
5 Sto 
QC: Бас . ` SPC (Y/N): Date: k ж М R 2 ж 
Ж | гын 
Sequence ID/ Operation | Set Up/ ToolID Tool# Plan Accept · Reject Reject Insp. 
Work Ceater ID Description Run Hours Code ty . Qty Number Stamp 
160 0.00 = | 
*4RN* BENDING MACHINE - SKIDTUBES Y TD 12 А /ὁ / 2 
I 4 y 
CNC Bend 1 Мето 000 5 
CNC Delta 100 Bender Form as per Dwg D3391 i 
170 ОС5- Inspect part completeness to step on W/O 0.00 43 J 
*170* Lih UD CL 
QC Memo 0.00 7 Z 4 


> Quality Control 


І ООА: Date: 
NCR: Yes / NO WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 
Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 


Supplier. 


Root Description of work order update initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification ОС. Inspector 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 
Part No. Scrap 


Crosstube 
Small Fab 
Finishing 
Composite 


Use-as-is 


NCR No. Work Order Update 


FAULT CATEGORY 


Landing Gear. % 


Bt Bending | 


; а Centre Not Concentric to 0/5 


κ Cracks 


E Crushed/Crimped. 

| Cuffs 

ш Heat Treat 

Ш Inspection Strip іп Tube 

ΒΒ Ripples in Bend : 

m Torque Waves in Extrusion 

Е Turning Sequence 

н Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


| m Bend ^ 


. General 


| |BOM/Route 

N Broken/Damaged 
E Burrs 

Ш Contamination 

m Countersink 

m Cut Too Short 

| [Drill Holes 

ΒΝ Drawing 

| [Finish 

Е Folio 


mi Grain 

В Hardware 

m Inspection Incomplete 

E Instructions Incomplete/Unclear 
Ш Maintenance 

E Mislabeled 


Ш Misread 
ΒΕ Offset 


Β Out of Calibration 
Ш Out of Sequence 
Ш Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


E Other 


“атай” н 


Раре 4 


03391-015 


мән *Nonnn4n4nn* 


Setup Start 


*NS1* 


: v 
Пет Мате: Aft Tube Assembly Stop ж N Q 2 ж 
Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID:. 
O^ Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: . 
i | І -. kas = Run Start ж ж 
Approvals: Process Plan: Date: Tooling: ` ο, Date | . N R 1 
Sto 

qc: Date: f SPC (Y/N): Date: P x NR 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Oty Qty Number Stamp ... ERN 
180 0.00 ip. 
* 4 о n* Skidtubes 
Skidtubes Меде Í 0.00 
Skidtubes 1-Ореп Aft cap pilot hole to .208" as рег Dwg D3391 = 


шз 


„Dwg D3391. 


2-Drill float bag holes using DT8809 as рег Dwg D339 ҚАП ο 


3-Drill wearplate holes as per Dwg 03391 using DT8878(Mid” Tube) & DT8217 
Wearplate Jig . 
*****Do Not Open To Finished Size***** 


4-Drill Wearshoe holes as per DWG D3391 using DT8939 locating from 2 
previously drilled aft wearplate holes. 


5-Open wearplate holes to 0.250" and c'bore as per dwg D3391 
6-Ореп up all wearshoe , wearplate to 0.297"and float bag holes to 0.328" as per 
7- Tranfer holes from D3391-013 for electric step. Open h holes as per dwg D3391 
section сс-сс 


8-Deburr 


ООА: Date: 
NCR: Yes / NO WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


| Work Order: 

j Skid-tube 
Machining 

Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


| Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


NCR No. 


Landing Gear 


m Bending 


ΒΗ Centre Not Concentric to 0/5 


ІШ Cracks 


m Crushed/Crimped. 

κ Cuffs 

mE Heat Treat 

E inspection Strip in Tube 

8 Кірріев іп Вепа 

ЕШ Torque Waves іп Extrusion 

Е Turning Sequence 

E Wave/Twist іп Tube 
H:/FORMS/Quality Assurancevapproved QA/NCRWO Rev б 


General 
Ш Bend 
| |BOM/Route 
Е Broken/Damaged 
Burrs 
ΒΒ Contamination 
Ё Countersink 
m Cut Too Short 
ШЕ Drill Holes 
E Drawing 
| Finish 
Ш Folio 


FAULT О FAULTCATEGORY 220002000: 


Ш Grain 
u Hardware 


m Inspection Incomplete 

Ш Instructions Incomplete/Unclear 
Б Maintenance 

Е Mislabeled 


| Misread 
Е Offset 


m Out of Calibration 
Е Out of Sequence 
a Outside Dimensions 


: 
[ 
I 
[ 
| 
i 
| 
| 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


E Other 


Work Order ID 87600: 
July-23-12 10:52:57 AM 


*A76nn 


* 


Item ID: 


D3391-015 


Accept 


*Nonanantion* s 


Start Ж 1 κ 
Revision ID: | Ν S 1 
Item Name: Aft Tube Assembly Stop ж N Q 2 ж 
Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 
j Run Start ж ж 
+” Approvals: Process Plan: Date .. Tooling: Date: E N R 1 
ыз Sto 
ος: Date SPC (Υ/Ν): Date: 00 P x NR2* 
Sequence ID/ Operation Set Up/ Tool ID Tool # Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
190 ОС5- Inspect part completeness to step on W/O 0.00 
*4Qn* x: ) (ve 
г QC Memo 0.00 9 ὃ 
І Quality Control 
Di Chemical Conversion Coat per 051005 4.1 0.00 y% 
200* | | /' 26 жо? 
. HandFinish Memo 0.00 E 
and Finishing i τ | | 
QC7-Inspect Chemical Conversion Coat 0.00 : i QAS : 
*9nR* ЖЕН RD N 
4 Ш Memo 0.00 | : s ἘΞ 
Quality Control : 


. Αν 


NCR: Yes / Мо 


Work Order: 


Part No. 


NCR No. 


Unapproved 


Landing Gear 


[8] Bending 


m Centre Not Concentric to O/S 


B Cracks 


Е Crushed/Crimped. 

m Cuffs 

a Heat Treat 

E Inspection Strip in Tube 

Ш Ripples in Bend 

Ш Torque Waves іп Extrusion 

и Turning Sequence 

Bi Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


^ 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework 


Use-as-is 
Work Order Update 


General 
ας 
α BOM/Route 
Ш Broken/Damaged 
m Burrs 
m Contamination 
Ш Countersink 
m Cut Too Short 
а Drill Holes 
Е Drawing 
E Finish 
Ж Ғойо 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Scrap 


FAULT CATEGORY 


Nn Grain 

| | Hardware 

α Inspection Incomplete 

gn Instructions Incomplete/Unclear 
ΒΒ Maintenance 

E Mislabeled 


Ш Misread 
κ Offset 


E Out of Calibration 
Ш Out of Sequence 
m Outside Dimensions 


Crosstube 
Small Fab 
Finishing 
Composite 


DQA: 


QA Closed: 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 
Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 


Supplier 


Ovalized 


Over/Under tolerance 


Part Incorrect 
Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld ` 

Wrong Stock Pulled 


ο Other 


.. Work Order ID. 87600 
, July-23-12. 10:52:57 АМ 


ғғ ы ii 


| Item ID: D3391-015 Accept 
Revision ID: 


SNODODAD4OD* = == *NS15 


| ` Item Name: Ай Tube Assembly k N S 2 Ы 
` Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
4 Reference: 
> i go μη Run Start д ж 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: б Р x М Р 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject | Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
0.00 
Skidtubes 
Memo 0.00 
1-Install crossbolt spacers per dwg D3391 2. 12 /@ /2 3 
A/R Magnabond 6398 batch: /20 666 
2- Grind flush 


QC5- Inspect part completeness to step on W/O 0.00 
46 . i ; ! А 
Tiu 
Memo 000: 9-- / Хо V° I 
225 Pressure Wash рег 051005 4.3 0.00 Le CT ek. d 
«995. d ж ο) 
HandFinish Memo 0.00 В Т i 
` Hand Finishing | AND REALODINE AS PER РАК09-043 


| DOA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


[ FAULTCATEGORY υεκἕὃ«ἅ«.,ι μα O O CATEGORY 
Landing Gear General s 

Ш Bending Ш Bend Ш Grain f Ovalized Pressure/Forced 
Ш Centre Not Concentric to O/S Ш BOM/Route EH Hardware Over/Under tolerance Temperature/Cure 
Nn Cracks N Broken/Damaged g Inspection incomplete Part Incorrect Weld 
N Crushed/Crimped. m Burrs m Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
N Cuffs lš Contamination | Ш Maintenance Part Moved 
Ш Heat Treat Ш Countersink Ш Mislabeled Positioned Wrong 

7 Ш Inspection Strip іп Tube m Cut Too Short Ш Misread Power Loss/Surge a Other 
N Ripples in Bend Ш Drill Holes Ш Offset 
Ш Torque Waves in Extrusion Ш Drawing m Out of Calibration 
NH Turning Sequence Β Finish Ш Out of Sequence 


Ng Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


Β Folio 


Β Outside Dimensions 


Work Order ID 87600 
July-23-12 10:52:57 AM 


*R7R00* 


Page 7 


Accept 


Memo 


^ Z 
la. 7^ 
QC3- Inspect Part Finish | 


0.00 


0.00 


| Item ID: D3391-015 * * — Setup Start Ж Ж 
E 
P. E dod Nonnn4n4 nn NS1 
| Item Name: Aft Tube Assembly Stop κ N с 2 ж 
| - Start Date: 7/10/12 Start Qty: 1.00 *4 * ` Cust Item ID: 
| Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
7 Run Start д ж 
Approvals: Process Plan: Date Tooling: Date: N R 1 
Sto I 
ос: Date SPC (V/N): Date: P چ‎ NR2* 
Sequence ID/ Operation Set Up/ Tool ID Tool? Plan Accept on Reject Insp. 
Work Center ID Description Run Hours Code Qty Number Stamp 
35 А m White Gloss(Ref:4.3.5.1) per 051005 4.3-Alum 0.00 КЕ) ЖЖ» 
Powdercoat Memo z б ®) 0. E 
Powder Coating START TIME: 
OVEN TEMPERATURE: _ ZA O 2 
FINISH TIME: 


[ιοί 30 


ix g 


M 


πο 


DQA: Date: 
NCR: Yes / Νο WORK ORDER NON-CONFORMIANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT E FAULTCATEGORY | 
' Landing Gear General 
Ш Bending m Bend Ш Grain. Ovalized Pressure/Forced 
m Centre Not Concentric to O/S Ш BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
и Cracks N Broken/Damaged Е Inspection Incomplete — Part incorrect Weld: 
EN Crushed/Crimped. | Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
m Cuffs | Contamination | ш Maintenance Part Moved 
Ш Heat Treat ` Ш Countersink Β Mislabeled Positioned Wrong 
N Inspection Strip in Tube Β Cut Too Short a Misread Power Loss/Surge | | Other 
Ш Ripples in Bend lš Drill Holes Ш Offset 
g Torque Waves in Extrusion Ш Drawing Ш Out of Calibration 
Ш Turning Sequence N Finish Ш Out of Sequence 
Е Wave/Twist іп Tube | Folio | Outside Dimensions 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Work Order ID 87600 
Јшу-23-12 10:52:57 AM 


ЛЫ 


Page 8 


Item ID: D3391-015 *NO000401 ай” Setup Start *NIS 1 ж 
Revision ID: ` Б 
Пет Name: АЙ Tube Assembly Stop Ж N с 2 κ 
Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
Run Start x PES 
Approvals: Process Plan: Date: Tooling: Date: N R I 
Sto 

ОС: Date: SPC (Y/N): Date: P + N R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. ) 
Work Center ID Description Run Hours Code Qty Qty Number Stamp .. . 
250 0.00 А 
* * HandFinishing í ر‎ : 
ΝΑ " u 4 M «Listas ° 

Memo : E ; 
Hand Finishing ," 1-Install inserts per dwg D3391 
2-Іпяа Aft Cap as per Dwg D3391 
„АЛ. Ѕікайех-241/-291 (12025 
Sikaflex expiry date {3 {05 2, 
3- INSTALL WEARPLATE AS РЕК DWG 
260 QC5- Inspect part completeness to step on W/O 0.00 («А5 | 
| 16). Vo 

*9RN* | 2 9 09) \ 
ос 09 


Quality Control 


Memo 0 


DQA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


| 


N Crushed/Crimped. 

BE Cuffs 

m Heat Treat 

N Inspection Strip in Tube 
m Ripples in Bend 

m Torque Waves in Extrusion 
Ш Turning Sequence 
Е Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


E Burrs 


| Contamination 
Е Countersink 
E] Cut Too Short 
| Drill Holes 
Ш Drawing 

| [Finish 

| [Folio 


Ш Instructions Incomplete/Unclear 
Β Maintenance 
lš Mislabeled 


Β Misread 
E Offset 


ш Out of Calibration 
Β Out of Sequence 
Е Outside Dimensions 


Part Lost/Missing 
Part Moved 

Positioned Wrong 
Power Loss/Surge 


FAULT 200220777777 яитстббаб 040040402020 | | 

Landing Gear General | 
E Bending Ш Бела B Grain Ovalized Pressure/Forced | 

| Centre Not Concentric їо 0/5 а BOM/Route Е Hardware Over/Under tolerance Temperature/Cure | 

| [Cracks E Broken/Damaged Ш Inspèċćtion Incomplete Part Incorrect Weld | 


Wrong Stock Pulled 


Β Other 


Work Order ID 87600 
Шіу-23-12 10:52:57 AM 


“Α7βΩη" . pages 


Item ID: D3391-015 Accept 


* ж Setup Start Ж ж 
Кы: NOOO0040100 NS1 
Item Name: Aft Tube Assembly I Stop * N Q 2 κ 
` Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
I Run Start x ж 
Approvals: Process Plan: Date: 22. Tooling: Date: N R 1 
Sto 
QC: Date: | SPC (Ү/М): Date: d * N R 2 х 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
270 Identify as per dwg & Stock Location A43 © 0.00 


OMU oa | додаци 
ο. Μεπιο 0.00 ü | Уе 4 AL αἱ ТЕ Q 


Packaging 


280 QC21- Final Inspection - Work Order Release 0.00 | 24] ) ) 2 | 
280* | PLA 


:Memo 0.00 


E uality Control AWG 


NND NEES 


NCR: Yes / Мо 


Work Order: 


Part No. 


Landing Gear 


NH Bending 


N Centre Not Concentric to O/S 


NH Cracks 


Ш Crushed/Crimped. 

Β Cuffs 

Ш Heat Treat 

a Inspection Strip in Tube 
α Кірріев іп Вепа 

Ш Torque Waves іп Extrusion 
N Turning Sequence 
Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


DQA: 


WORK ORDER NON-CONFORMANCE / UPDATE 


Use-as-is 
Work Order Update 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


General 


N Bend 


| |BOM/Route . 


Β Broken/Damaged. 


ш Burrs 
α Contamination 
Β Countersink 
a Cut Too Short 
Ш Drill Holes 
Β Drawing 

Ш Finish 

ш Folio 


DISPOSITION 


QA Closed: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube Water Jet Engineering 
Machining Small Fab Prod. Eng. Coor. Quality 

Thermoforming Finishing Rec/Store/Packaging Other 
Large Fab Composite Supplier 


FAULT б 222222222222 FAUTCATEGORY | 


Ш Grain 
m Hardware 


m Inspection Incomplete 


Ovalized 

Over/Under tolerance 
Part Incorrect 

g instructions Incomplete/Unclear 
и Maintenance 

Ш Mislabeled 

N Misread 

a Offset 


Β Out of Calibration 
Ш Out of Sequence 
Ш Outside Dimensions 


Part Lost/Missing 
Part Moved 

Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Bn Other 


Picklist Print 


July-23-12 10:52:57 AM 


87600 


Page 1 


Work Order ID: 
Parent Item: D3391-015 Start Date: 7/10/12 Required Date: 8/31/12 
Parent Item Name: АЙ Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP rev A 05.12.13 New issue EC 
IPP τον Β 06.02.09 Dwg(grevD EC 
IPPrevC 07.0313 dwg @revF ес 
IFP == Б 07.10.31 есп1053Р ЕС 
IPP КеуЕ ЕСМ1056 07-11-13 DD verified by: ЕС 
ІРР Rev:F 08-09-10 revH аз рег dwg DD verified by:EC IPP Rev:G 11.11.14 AS PER REV.I 
DD verified by:JLM М - 
Component Пет ID/ Replacement Mfg/ Bin Primary Last Route Unit of ^ Qty оп Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
ALS4-1032-130 Purchased. — No “η 250 Басһ 2,899.0000 14 j! 14 
Insert A `1 | \ al ъ 0 
Location Гос Оу Loc Code 
ST280 205 
119084 116 
120671 89 
ST281 2544 
120807 36 
120837 8 WA ες πας x14 
122474 2500 
ST282 150 
121269 150 м 2005 
ALS4-1032-225 Purchased No 250 Each 2,462.0000 8 a: 8 X 
` Insert КЕШЕ ә 
Location Loc Oty Loc Code I 
FP-B 2019 
‚ 122290 2019 тез ¿Z x 
ST281 | 420 ү? 
108696 146 
110768 62 
118386 55 
118966 68 
121269 89 
$7282 23 
120410 10 
120451 13 


ТЕГ ИИА 


Wax. 722002 УЫ 


DQA: 


WORK ORDER NON-CONFORMANCE / UPDATE 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


NCR: Yes / No 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Crosstube Water Jet Engineering 
Small Fab Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other 
Composite Supplier 


Work Order: 
Rework 
Scrap 
Use-as-is 
Work Order Update 


Part No. 


NCR No. 


H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev С 


Landing Gear 


Ш Bending 


Ш Centre Not Concentric to 0/5 


и Cracks 


| | Crushed/Crimped. 

B Cuffs 

Е Heat Тгеаї 

ШЕ Inspection Strip іп Tube 
ІН Ripples in Bend 

m Torque Waves in Extrusion 
Ш Turning Sequence 

Ш Wave/Twist іп Tube 


General 
E Bend 
Ш BOM/Route 
| |Broken/Damaged 
Burrs 
m Contamination 
E Countersink 
Ш Cut Too Short 
| Drill Holes 
E Drawing 
Ш Finish 
E Folio 


FAULT CATEGORY 


a Grain 

а Hardware 

m Inspection Incompiete 

Β Instructions Incomplete/Unclear 
ІҢ Maintenance 

Ш Mislabeled 


m Misread 
m Offset 


m Out of Calibration 
и Out of Sequence 
m Outside Dimensions 


Ovalized Pressure/Forced 


Over/Under tolerance Temperature/Cure 
Weld 


Wrong Stock Pulled u 


Part Incorrect 
Part Lost/Missing 
Part Moved 
Positioned Wrong 


Ш Other 


Power Loss/Surge 


Picklist Print 
July-23-12 10:52:57 AM 


Page 2 


Work Order ID: 


Parent Item: 


87600 
D3391-015 


Parent Кет Name: АЙ Tube Assembly 


ALS4-428-165 
Inserts 


Purchased No 


АМЗС4А 
BOLT 


Purchased No 


AN3CSA 
Bolt 


Purchased No 


Start Date: 7/10/12 
Start Qty: 1.00 


Required Date: 8/31/12 
Required Qty: 1.00 


250 Each 437.0000 4 DAN 4 \ 
а T ο) 50 
Location Loc Qty Loc Code 
FP002 437 
114172 18 
117769 419 oyd 
250 Each 3,456.0000 6 6 
HA وح ایا‎ 
Location Loc Oty Loc Code 
ST350 3456 
120187 31 NNILSYS Y (e 
120521 28 
120769 38 
121205 67 
121556 8 
122151 2784 
122416 500 
250 Басһ 1,335.0000 4 4 
Jd афо Uso 
Location Loc Qty Loc Code 
р. 
ЕР001 7 №27 SOO Yd 
115835 7 
ST350 1328 
116419 28 
117343 13 
117764 7 "x 
117872 2 
119749 23 
120423 28 
121255 227 
121708 500 
122141 500 


July-23-12 10:52:57 AM 


Shop Packet Print Page 2 


NCR: Yes / Мо 


Work Order: 


Part No. 


Landing Gear 


Ш Bending 


E Centre Not Concentric to O/S 


m Cracks 


и Crushed/Crimped. 
m Cuffs 

Е Heat Treat 

Е Inspection Strip іп Tube 
κ Кірріе іп Вепа 

Ш Torque Waves іп Extrusion 
| Turning Sequence 
Β Wave/Twist іп Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework 

Scrap 

Use-as-is 

Work Order Update 


General 


Ш Bend 


| |BOM/Route 


Β Broken/Damaged 
| Burrs 

Ш Contamination 

N Countersink 

m Cut Too Short 

Ш Drill Holes 

Ш Drawing 

| [Finish 

Ш Folio 


FAULT о ооо  Η  π υ О  «“«“"“ὃ«|«|«|«ἱ"ἱ"ὃὂὃὂ«6ὂνσν' 


ООА: Date: 


QA Closed: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube Water Jet Engineering 
Machining Small Fab Prod. Eng. Coor. Quality 


Thermoforming Finishing Rec/Store/Packaging 


Large Fab Composite Supplier 


m Grain Ovalized Pressure/Forced 
Ш Hardware : ; Over/Under tolerance Temperature/Cure 
| Inspection Incomplete Part Incorrect Weld 

Е Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Шш Maintenance Part Moved x 

ш Mislabeled Positioned Wrong ` 

mi Misread Power Loss/Surge | Β Олеге" 

B Offset ip IUS ELM 

| [Out of Calibration - i s ыды 

m Out of Sequence pue T Е 


B Outside Dimensions 


Page 3 


Picklist Print 

| July-23-12 10:52:57 АМ 

: Work Order ID: 87600 

| Parent Item: D3391-015 

| Parent Item Мате: АЙ Tube Assembly 
АМ960С101, NAS1149C0332R 
washer x 

š 
D2646 
Aft Cap 

j 

| 

| D3670-4-200 
SPACER 


Purchased 


Manufactured 


Manufactured 


July-23-12 10:52:57 АМ 


No 


No 


Location 
ST 


Location 
FP002 


Location 


LG 


LG001 


Start Date: 7/10/12 Required Date: 8/31/12 


Start Qty: 1.00 Required Qty: 1.00 
100 Each 21.0000 10 10 
= ы al LO | S0 
Loc Oty Loc Code 
21 TA Y035 240 ο AD . 
107534 21 
250 Each 75.0000 1 1 
ΜΑ اورا‎ ὁ 
Loc Oty Loc Code 
75 = XV 
62678 5 940445 
68280 5 
70945 1 
71070 2 
73294 1 
73825 2 DA 
79562 4 
81974 25 
85443 30 
250 Each 98.0000 14 14 | 
Юс 2//ὸ / 23 | _ 
288990 Loc Qty Loc Code бе 
46 "EC πως 
80360 40 
84504 6 
52 
78606 4 
81972 7 
85460 41 
Shop Packet Print — 7 І m Page 3 


ы 


NCR: Yes / Мо 


I Work Order: 


| Part No. 


Landing Gear 


N Bending 


Ш Centre Not Concentric to 0/5 


и Cracks 


Ш Crushed/Crimped. 

x Cuffs 

Ж Heat Treat 

Ш Inspection Strip іп Tube 

a Ripples in Bend 

m Torque Waves in Extrusion 

κ Тигпіпе Sequence 

Е Wave/Twist іп Tube 
H:/FORMS/Quality AssuranceVapproved QA/NCRWO Rev G 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Use-as-is 
Work Order Update 


General 
| [Bend 
| |BOM/Route 
E акен Damaged 
E Burrs 
Β Contamination 
Ш Countersink 
Шш Cut Too Short 
| [Drill Holes 
Ш Drawing 
a Finish 
Nn Folio 


QA Closed: 


DQA: Date: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


О FAULTCATEGORY ννννννννννννννννννννννννννννν CATEGORY 


Ш Grain 
и Hardware 


Е Inspection Incomplete 

BE Instructions Incomplete/Unclear 
m Maintenance 

| |Mislabeled 


E Misread 
| Offset 


Β Out of Calibration 
Е Out of Sequence 
Ш Outside Dimensions 


Crosstube 
Small Fab 
Finishing 
Composite 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Date: 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure . 
Weld 

Wrong Stock Pulled 


m Other 


Picklist Print " 
age4 
July-23-12. 10:52:57 AM 
Work Order ID: 87600 . 
Parent Item: р3391-015 Start Date: 7/10/12 Required Date: 8/31/12 
Parent Item Name: · АЙ Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
D3672-1 Manufactured No 250 Each 1,352.0000 2 m \ \ | 
Phenolic Washer 30120 
Location Loc Qty Loc Code 
ST060 1352 
72229 4 
76277 13 
80369 325 
83608 500 
85222 510 YL 
Wearpad Assembly Ju. iA. | (0,13 ὁ τ 
Location Loc Qty Loc Code 
ЕР001 8. ылы; а 
85498 ε دا‎ 50295 2 
D4095-049 Manufactured No 250 Each 24.0000 1 1 
Wearpad Assembly Ж MA CU \ ЕЯ | 24 
| Location Loc Qty Loc Code Tt 
FP002 24 
81612 4 — 
85613 12 ] κι 
86246 8 
D6014-090 Manufactured No 210 Each 66.0000 1 1 
ALUMINUM EXTRUSION = 
Location Loc Qty Loc Code 
LG 66 . | 
«ТҮГІ» 26 ) Z€ /2-0-/0 
79742 I 40 
July-23-1 2 1 0:52:5 7АМ I I XS Ш ΠΤ ` Shop Packet Print | i i | Раре 4 


MAREM асасы μμ ειμαι ο 


NCR: Yes / No 


Work Order: 


Part No. 


NCR No. 


Landing Gear 


m Bending 
m Centre Not Concentric to O/S 


m Cracks 


m Crushed/Crimped. 
Е Cuffs 

l Heat Treat 

и Inspection Strip іп Tube 
Е Ripples іп Bend 

Ш Torque Waves іп Extrusion 
m Turning Sequence 
m Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G ` 


DQA: 


WORK ORDER NON-CONFORMANCE / UPDATE 


Rework Skid-tube Crosstube Water Jet 

Scrap Machining Small Fab Prod. Eng. Coor. 

Use-as-is Thermoforming Finishing Rec/Store/Packaging 

Work Order Update Large Fab Composite Supplier 


General 
m Bend 
| |BOM/Route 
mi Broken/Damaged 
Burrs 
α Contamination 
m Countersink 
a Cut Too Short 
m Drill Holes 
S? Drawing 


I E Finish 


E Folio 


DISPOSITION 


QA Closed: 


FAULT ου ο ου ο FAULT CATEGORY j 


E Grain 

[8 Hardware 

Е Inspection Incomplete 

a Instructions Incomplete/Unclear 
a Maintenance 

| |Mislabeled 


B Misread 
Ш Offset ` 


m Out of Calibration 
Е Out of Sequence 
Ы Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Date: 


AGAINST DEPARTMENT/PROCESS 


Engineering 
Quality 
Other 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Н Other 


ГІ 


κόψω Tolerance ώς pm Meth od of 
Dimension Dimension | Inspection 
Lathe Section 

14.000 */-0.010 y. {ape . | ECS -a 
3500 x ese e 
23206 ΞΕ Шаға ΓΌνε-αξ = 
ο ο = 

149.03.750 : 

730% x 0.060 
chamfer 


DART AEROSPACE LTD 
Description: Float Skidtube (412 
Inspection Dwg: D3391 Кем: | --- —sD 

FIRST ARTICLE INSPECTION CHECKLIST 


Measured by: / 222 Date:] ] 2 //20/]4 | 
p Audited by: [ - VAS — | [ Date] 2ος | 
9-89 HAAS Section 
ime. |р обо [бе | rcu emus L7 
7.500 ооо pO NAR | — L δα | 
2.70 | «000 :127))g«o| ^ L ре.) 7) 
31.750 “0010 EP NEGET CNN ММЕН е 
35.250 | +/-0.010 ЕЕ Z . 
3.300 */-0.010 
0.200 +/-0.010 ose. | < 
3.520 40000 [κ.κ] Z| 7 ii 
0.687 +0.010/-0.000 | e ЛЗ?) ү | 
, R0062 | +/-0.010 c= С I | | 
00.48а | +0005-0001|.<}/С <-| | 
Measured by: 


Audited by: | | Date:| 19 Дру < 


P/O D3391-015/-025 


KJ/JLM БЕН 
KJECDD |] | 
Dimensions updated per Rev H and NCR09-028 KJ/JLM a πα 


| 0 |09.11.16 | Dimension 0.200 removed KJ | | 
Dimension 44.995 removed KJ _ | 
12.05.15 | Dwg Rev updated 

Dimension updated 


12.05.23 


Rev. updated 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


03391-011 
FWD TUBE ASSEMBLY 


D4095-051 


AN3C4A BOLT (1) 
АМ960С101. WASHER (1) 
4 PL 


TRANSFER DRILL THRU 
03391-011 OPEN ТО 


@0.438-0.000 


М527039С4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


03391-013 
ΜΙΡ TUBE ASSEMBLY 


+0.005 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-015 
AFT TUBE ASSEMBLY 


арі 157 WEARPAD 
-A , RA E: REF | | 
— D4095-049 с 
04095-041 WEARPAD 
WEARSHOE — D4095-045 AN3C4A BOLT (1) АМЗСӨА BOLT ИҚ TOL WA HER REF 
WEARSHOE АМ960С101. WASHER (1) —— AN960C10L WASHER Б 8 $ 
ΔΝ 20Ρι. 6 PL 4PL 
ΔΝ АМЗСТА BOLT 
АМ960С101. WASHER 
Λ 4 PL 
HOP COPY ` 03391-041 ASSEMBLY [ REMOVE GASKETS AND REPLACE ALL WEARSHOES; | 
5 ς 4 КӨН PARTS LIST UPDATE, ΖΝ А8-1, ΖΝ А8-2, ΖΝ А6-4, 
жы үү Үү», ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 5 
RETURN ТО ИШЕ! A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, | XDF | 11.10.13 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
ААА MISSE ASSEMBLY PARTS LIST 


QTY PART NUMBER DESCRIPTION 
i 041 
L x D3391-041 FLOAT SKIDTUBE ASSEMBLY 
! 1 D3391-011 FWD TUBE ASSEMBLY 
! 1 03391-013 MID TUBE ASSEMBLY 
1 D3391-015 AFT TUBE ASSEMBLY 
TEN D3591-1 | BUSHING s 
1 4 I D3672-3 WASHER 
! 1 04095-041 WEARSHOE 
l 1 04095-043 | WEARSHOE 
1 Ρ4085-045 WEARSHOE 
1 1 04095-047 WEARPAD 
I 1 D4095-049 WEARPAD 
ñ ! 1 D4095-051 WEARSHOE 
! 24 AN3C4A BOLT 
I 10 AN3CSA BOLT 
i 4 BOLT 
38 ΑΝΘΘΟΟΊΟΙι. WASHER 
4 М527039С4-12 SCREW 
4 АМ960С4161. WASHER 


SENERAL NOTES 12. l © ADD SS WEARSHOE, GASKET 
F | REMOVE FWD SADDLE HOLE -011/-021 07.01.18 
1). FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 CHANGE TOLERANCE EASE MANUFACTURE YET 
POWDER COAT WHITE (4.3.5.1) PER DART QS 005 4.3 {ιν I UPDATE TOLERANCE, CHANGE HOLE SIZE PH 0601 28 
2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" = i — 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH МЕК DEGREASER. C | LENGTHEN AFT EXTENSION PH | 05.09.27 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED B | DRAWING UPDATES : PH | 05.06.10 
4) UNITS: INCHES UNLESS OTHERWISE NOTED | А | NEW ISSUE РН | 05.02.07 
5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES REV. DESCRIPTION BY DATE 
. C'BORE AS NOTI 
iras WEARSHOE INSERTS C'BORE AS NOTED AND INSTALL INSERTS EXCEPT DESIGN DART AEROSPACE USA, INC 
6) FIT D4095-041 TO SKIDTUBE WITH 02571 АМО 02572 SADDLES INSTALLED WITH DRAWN — _ ΚΕΝΤ. WA 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND CHECKED k | DRAWING NO. REV. ! 
TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-041 MFG.APPR. | Άν D3391 SHEET 1 OF 8 
7) FIT D4095-043 ΤΟ SKIDTUBE WITH D2571 АМО D2572 SADDLES INSTALLED WITH APPROVED y |n 


TRANSFER DRILL THRU 
D3381-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


ENGINEERING 
UNCONTROLLED COPY ΠΕΙ 


SUBJECT TO AMENDMENT 

2... 2951 -tt- 04 
WITHOUT NOTICE кею H-GGL. 
WORK ORDER 


o Bion MLS ош 


D4095-043 
WEARSHOE 


ΔΝ - 


δε. D4095-047 


ΖΝ 86-4, 82-4, C7-8, Ο3-8; REMOVED HOLES, ΖΝ 06-4 
ZN D2-4, ZN D7-8, ZN D3-8 

DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED 03591-1 BUSHING. ΖΝ C6 20.438 DIM 
WAS 4 PL. ADDED 20.499 DIM AND D3591-1 BUSHING. 
H SHT 2 PL ADDED D3591-1 BUSHING. ZN 06 00.438 DIM 
WAS 4 PL. ADDED 60.499 DIM AND D3591-1 BUSHING. 
(FOR FURTHER INFO SEE DS! 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
G SWITCH TO D3670-XXXX SPACERS FOR INSTALLING DC 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


AJS 08.08.20 


07.07.31 


THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD АМО АЕТ HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


412 FLOAT SKIDTUBE 


COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 
ост осме ре EPL CD QN τας EXPRESS CONDTION THAT T IS 
"RTT UBED FOR лн PURPOSE ОА COE OR COMUNEATED TO МОТ ГЕК БЕРНН ИГИ 
WRITTEN PERMISSION FROM DART AEROSPACE USA ας. 


DE APPR. ας 
PATE 11.10.13 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-021 
FWD TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


91-025 
TRANSFER DRILL THRU D3391-023 WEARSHOES Dus 

03391-021 OPEN TO MID TUBE ASSEMBLY AFT TUBE ASSEMBLY 
20.438-0000 


TRANSFER DRILL THRU 
D3391-021 OPEN TO @0.499 
AND INSTALL D3591-1 BUSHING 


D4095-051 


20.50 

EARSHOE D» em 7 

j “REF iu ro ΓΕ» ER ^u PL WEARPAD 
REF 
| жы СА, کہ‎ УЫ 4095-043 
AN3C4A BOLT WEARSHOE AN 
AN960C10L S δ. D4095-041 е 
WEARSHOE AN3C6A BOLT 
REF 
/N,  D4095.045 AN3C4A BOLT AN960C10L WASHER OOE WASHER ΔΝ 
WEARSHOE AN960C10L WASHER 6PL АМЗСТА BOLT 


АМ960С101. WASHER 


۸ 20 PL 
4 PL 


03391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS. LIST GENERAL NOTES 


QTY PART NUMBER TBESCRIPTION 1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

o | POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 ΔΝ 
X | D3391-043 FLOATSKDTUBE ASSEMBLY | 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" DELEASE 
κ (ERE TUBE ASSEMBLY — AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH МЕК DEGREASER. m Т 
1 T 3551093 ГМО TUBE ASSEMBLY 3) TOLERANCES: PER DART 051018 UNLESS, OTHERWISE NOTED 
T C TD3391025 — TAFT TUBE ASSEMBLY | 4) UNITS: INCHES UNLESS OTHERWISE NOTED 2011-1-94 


i 5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 


2 Н Оз. Τ ΕΙΝ FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
Ξ WEA ] 
T SOS WEARSHOE - ϐ) E ава WITH 02571 АМО 02572 SADDLES INSTALLED WITH 
A 1 $549 GS — | AEASSHO APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND prsou ен] DART AEROSPACE USA, INC 
17 02095-04 WEARPAD TRANSFER DRILL 20,50 HOLES FROM SADDLE TO D4095-041 DRAWN KENT, WA 
[71 | D4095-051 LwEARSHOE ] 7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH CHECKED DRAWING NO. REV. | 
i ] | THE APPROPRIATE HARDWARE АМО SPACERS ІМ FORWARD АМО АЕТ HOLES AND 


MFG. APPR. CNN 03391. SHEET2 OF 8 
APPROVED 24 


24 1 АҚЗСАА | BOLT 


| ЕК БЕІН ANSCÉA 777 BOLT TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 
4 


412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
THIS GOCUMENT |5 PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT fT tS 
NOT TO BE USED FOR ANY PURPOSE OR COPED ОП COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


i ANS60C10L - WASHER N RT DE APPR. 


° 41.10.13 


30.1 
DIST TO CENTER OF BEND 


13° REF 


(Y 


332 DISTANCE ТО 
КЕ ТАМСЕМТ POINT 


D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


j*0.040 


[ 3.3002 04€ 
3.59019 925 ( 


—| | osos | 


SECTION А-А SECTION B-B SECTION С-С 
SCALE 2X SCALE 2X SCALE 2X 


QELEAS E 


Jm -1- 04 


DART AEROSPACE USA, INC 
[oram —— KENT, WA 

eeo | REV. 1 
SHEET3 OF 8 
[лррвоуЕБ__ | AN, (mE SCALE 
ahh |412FLOAT SKIDTUBE NTS 


COPYRIGHT Ө 2005 БҮ DART AEROSPACE USA, INC 
res DOCUMENT (5 РАМАТЕ ANO CONFIDENTIAL AND AS SUPPLIED ON THE EXPRESS CONDIRON THAT TT 15. 
. . MOTTO BE USED FON ANY PURPOSE OR COPIEQ OR COMMUNICATED TO ANY OTHER PERSON WITHOUT. 
WRITTEN PERMISSION FROM DART AEROSPACE USA, DIC. 


20.000 
5 ЕО. SPACES 
4.000 ΡΙΤΟΗ 


4.000 
2.000 


8.000 


2.79 


DRILL #4 (@0.209) 
4 PL 


DRILL #4 (@0.209) 
4PL 


4.000 
2.000 


DRILL THRU 21/64" (00.328) 


DRILL THRU 21/64" (@0.328) 


9 PL @0.640 4 PL @0.640 
CSINK @0.438 x 45° C'SINK @0.438 x 45° : 
DRILL 20.297 7.25 DRILL 20.297 7.25 
(BOTH SIDES) 10 PL (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 


SADDLE HOLE, REF) 
D3391-011 DRILLING DETAIL D3391-021 DRILLING DETAIL 
— σον ο ΑΕ сыла ло осы 


SADDLE HOLE, REF) 


| INSTALL 03670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 

Ç GRIND FLUSH PRIOR TO PAINTING 
PRIOR TO PAINTING 4 PL 


INSTALL INSTALL 
DETAIL D AELS-1032-225 DETAIL D AELS-1032-225 
AFTER FINISH AFTER FINISH 


10 PL 10PL 


D4095-051 D4095-051 
WEARSHOE “а ΔΝ WEARSHOE 
AN3C4A BOLT : A AN3C4A BOLT 
А AN960C10L WASHER AN960C10L WASHER 
D3391-011 ASSEMBLY DETAIL PL 03391-021 ASSEMBLY DETAIL ЁРІ 
03391-011 ASSEMBLY DETAIL. D3391:021 ASSEMBLY DETAIL 


£ SEAL WITH 
SIKAFLEX-241/-291 


АМЗСАА BOLT 
D3672-1 WASHER 
AN960C10L WASHER 
4 PL 


03391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
— sir 


Қаны 
2011 -11- 1 û 


PART NUMBER DESCRIPTION 


D3391-011 
03391-021 


FWD TUBE ASSEMBLY 
FWD TUBE ASSEMBLY D3401-041 


TOW CAP 
03401-041 ТОУҒСАР 
3670-4200 SPACER 
A WASHER ` DETAIL D 
WEARSHOE SCALE 2X 
D6013-047 FWD ТОВЕ 


ura. ape | NS D3391 нета OF ê 


aPROvED AMA me SCALE 

DE APPR. | ML |412 FLOAT SKIDTUBE NTS 

DATE COPYRIGHT © 2005 БҰ DART AEROSPACE USA, INC 
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АМ960С 10L 
AELS-1032-225 


INSERT 


0.02 
0.70205 


REFER TO 
DETAIL K 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


Y 


DISTANCE TO 
END OF WEB 
4.19 

REF 


REFER TO € 
DETAIL J 
0.50 


Y 


X 


DETAIL E 


ӘРІ DETAIL K 
D3391-013 ASSEMBLY DETAIL | SCALE АХ 


DRILL THRU 21/64" (60.328) 
CSINK @0.438 X 45% (BOTH SIDES) 
12PL 


DETAIL J 
SCALE 4X 


WELD INTO PLACE 
& GRIND FLUSH 


INSTALL 


03681-1 SPACER Ѓ | м (BOTH ENDS) REMOVE 0.225 

\ FROM TOP AND ВОТТОМ 

——— TO 3.800 

TYP W | < (0.7 FROM BOTH ENDS) 

cs] κ ub. DRILL 20.297 : 
09430 Y Í INSTALL AELS-1032-130 INSERT REMOVE 0.030 
H- AFTEREINSH FROM TOP AND BOTTOM 
TO 3.610 
SECTION G.G SECTION Н.Н 12PL SECTION X-X DRILL 20.297 SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT SCALE 5X 


М527039С1-09 SCREW 
D3672-1 WASHER 
АМ960С101. WASHER 
AFTER FINISH 

4PL 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


| 02500-3-00 ||) | EXTRUSION | 


03389-1 


DRILL 50.250 
4 PL 


SECTION LL-LL 
SCALE SX 


DETAIL E 
SCALE NONE 


ALS4-428-165 
AN960C 10L 
AN960C416L 


MS27039C1-09 _ 


DRILL 00.391 
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М527039С4-08 INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW [MFG.APPR. | 4 HEET5 OF 8 
D3672:3 WASHER. MFG. APPR. | "MM |03391 SHEETS 


(ғеяомо | AME | me 


D3391-013 MID TUBE ASSEMBLY AN960C416L WASHER 


1) MATERIAL: MAKE FROM 02500-1-100 EXTRUSION AFTER FINISH | DE APPR. 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 i 4 PL SECTION L-L COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 
3) WELDING: PER DART QS! 004 . SCALE 5X TRO TO BE USED FOR ANY PURPOSE OR COPEN QA сымы TO ANT OIER PERSOR IOUT 
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DISTANCE ТО 
FWD END ОҒ 
D3389-1 WEB 


Y 
0.00 
0.701010 


4.94 


D: 


033912023 


3391-023 MID TUBE ASSEMBLY PARTS LIS 


REFER TO 
DETAIL 4 


x 


DETAIL J 
SCALE 4X 


INSTALL 
D3681-1 SPACER 


SECTION G-G 
SCALE 5Х 


PART NUMBER DESCRIPTION 


MID TUBE ASSEMBLY 


D2500-t100 | EXTRUSION 


[ 5 [best | 


D3389-1 WEB 


1) 
2) 
3) 


AELS-1032-130 INSERT 


D3391-023 MID TUBE ASSEMBLY 


MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
WELDING: PER DART QSI 004 


CSINK 20.438 X 45? (BOTH SIDES) 


En 
N REFER TO 


DETAIL K 


DRILL THRU 21/64" (20.328) 


SPL 


03391-023 ASSEMBLY DETAIL 


1 WELD INTO PLACE 
& GRIND FLUSH 
(ВОТН ENDS) 


DRILL @0.297 


| INSTALL AELS-1032-130 INSERT REMOVE 0.030 

H- AER FINISH FROM TOP AND BOTTOM 

ТҮ ТО 3.610 
SECTIONH-H spi SECTION X-X 
SCALE 5X - ` SCALE SX - 


[pesen | ға | DART AEROSPACE USA, INC 


+0.00 
0.7024 


Y 


DISTANCE TO 
END OF WEB 
4.19 

REF 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


SECTION Ү-Ү 
SCALE 5X 


DELEASE 


B -f- 04 


KENT, WA 
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h Angr [TE ` SCALE 
[oe АРРА. |7 <Ш- |412 FLOAT SKIDTUBE NTS 


DRAWING NO. 
D3391 


REV. | 
SHEET6 OF 8 


11.10.13 


36.435 


ΤΟ TAPER 
MACHINE ΟΟΝΘΤΑΝΤ 
TAPER FROM Φ3.750 
TO 23.200 


DETAIL V 


REF 


2PL 
DIST TO CENTER OF BEND 


VIEW BB-BB 
SCALE 4X 


88.93 DETAIL V 
D3391-3 AFT DRILLING AND CUTTING DETAIL SCALE 6X 
«0.006 (МАКЕ FROM 06012-090 SKIDTUBE MATERIAL) 
1.526 0000 
| - 0.200 — | 0680 
@3.000 . @3.000 @3.000 
3.300 : . 
3 @3.500 2 3.300 REF 3.520 REF REF 
@3.750 N @3.750 23750 N 
. REF @3.750 
КЕЕ REF R0.062 REF @3.200 
| SECTION АА-АА SECTION N-N SECTION P-P SECTION Q-Q SECTION R-R 
ΒΟΑΓΕ 6Х SCALE 6X SCALEOX > SCALE 6X SCALE 6X 


DELEAS E 
201-11- 0 4 


CHAMFER 
30°X0.060 DEEP 


DRILL #4 (00.209) 


1.750 


DRAWN в 

C “mas 
[LT [= 
[aprovo | AN 


DETAIL S 
SCALE 4X 


) JITTE SCALE 
praem. [ΞΕ «12 FLOAT SKIDTUBE rS 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

11.10.13 OR EO σμολ πμ 
Ὃν 


Ἐν PERMISSION FROM DART AEROSPACE USA, MG 


uu ον. E K ζω TN 


R30.0£2.0 
36.000 
-- 9 EQ. SPACES 
4.000 PITCH 


P DRILL THRU 21/64" (20.328) 
b κ 14 PL 
91 > DRILL 00.297 CSINK 0438 X 45° 
DISTANCE BETWEEN AOLE AND 22PL (BOTH SIDES) 
TANGENT POINT 537 


3391-015 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW} 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOSOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


(NO CBORE) 


D4095-049 


WEARPAD D4095-047 
3391-015 ASSEMBLY AND. RE DETAIL WEARPAD 


(SEÉ TABLE) ANSCSA BOLT AN 
AN960C10L WASHER AN3C4A BOLT 
4PL AN960C10L WASHER 


4PL 
33910151-025 AFT TUBE ASSEMBLY PART: 


DESCRIPTION 


AFT TUBE ASSEMBLY 
AFT TUBE ASSEMBLY 
| 


WEARPAD 
6 к 
= AELS-1032-130 INSERT 7 “ 
АЕ(5-1032-225 
SECTION иу 


INSERT 
INSERT 


BOLT 
BOLT 


WASHER 


C'BORE HOLES MARKED CB1:CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


QTY QTY PIN 
03391015 | 02351-025 


20.430 X 0.170 | AELS-1032-225 
0 430 X 0.170 | AELS-1032-130 
20.430 X 0. 040 AELS-1032-130 

AELS-1032-130 


[R30.022.0 


DRILL THRU 21/64" (20.328) 
4PL 

CSINK 90.438 X 45% 

(BOTH SIDES) 


DRILL 00.297 
22PL 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 537 


D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


(NO CBORE) 


D4095-049 
WEARPAD D4095-047 
WEARPAD 
АМЗСБА 
АМ960С1 OU λαμες AN3C4A BOLT AN 
4 AN9S60C10L WASHER 
PR 4PL 


3391-025 ASSEMBLY AND CBORE DETAIL 


(SEE TABLE) 


SEAL WITH 
4 SIKAFLEX-241/-291 
ж 
DRILL @0.391 
CBORE 20.516 X 0.040 DEEP. 
INSTALL ALS4-428-165 INSERT 
аһ 


AN3C4A BOLT 
D3672-1 WASHER 
АМ960С101. WASHER 


SECTION СС.СС ἘΠΕ 


шл ELEAS EI EE 
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